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DEVICE FOR PROCESSING FILTER TOW MATERIAL , AND DEVICE FOR 

THE PRODUCTION OF FILTERS 



[0001] The invention relates to a device for processing 

filter tow material for the production of filters for 
rod-shaped smoking articles such as cigarettes. The 
device comprises filter tow delivery means for supplying 
at least two filter tow strips, at least two tow 
guideways for transporting respectively one filter tow 
strip in each tow guideway, and apparatuses for 
processing the filter tow strips. The invention 

furthermore relates to a machine for producing filters 
for rod-shaped smoking articles such as cigarettes with 
the aid of said machine, as well as to an apparatus for 
wrapping the filter tow material with a wrapping material 
and an adhesive applicator for gluing together the 
wrapping material. 

[0002] A device of this type is known, for example, from 

reference DE 42 09 789 Al or reference DE 43 08 093 Al.-' 
These known devices are used for producing filter rods 
with the dual-rod method. In the process, filter tow 
strips (e.g. of cellulose acetate fibers) are pulled from 
a bale, are processed by drawing and treating them with a 
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plasticizer, and are transferred for further processing 
to a continuous filter-rod unit once the desired shape 
and consistency is reached. This unit produces a 
continuous filter rod by wrapping the processed filter- 
tow strip with a wrapping material ribbon, wherein the 
continuous filter rod is then cut into individual filter- 
rod sections for cigarettes or other rod-shaped smoking 
articles . 

[0003] It is the object of the present invention to further 

improve a device of the aforementioned type. 

[0004] This object is solved with a device for processing 

filter tow material for producing filters for rod-shaped 
smoking articles such as cigarettes, said device 
comprising filter tow delivery means for supplying at 
least two filter tow strips, at least two tow guideways 
for transporting respectively one filter tow strip in 
each tow guideway, as well as apparatuses for processing 
the filter tow strips, characterized in that a separate 
processing apparatus, which can be controlled separately, 
is assigned to each tow guideway. 

[0005] With the aid of the invention, it is not only possible 

to produce and process at least two filter tow strips 
simultaneously, but the processing apparatuses can also 
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be controlled separately with respect to each tow 
guideway. The measure proposed according to the 

invention not only results in a considerable increase in 
the filter production capacity, with relatively low 
structural and machine expenditure and a lower space and 
area requirement as compared to the use of a 
corresponding number of single-rod machines, but the 
measure furthermore permits on the one hand a partial- 
load operation and, on the other hand, the production and 
processing of different types of filters with one and the 
same device. According to the invention, the latter is 
achieved with the aid of a separate control for each 
processing apparatus assigned to each tow guideway, 
meaning separately from the processing apparatus assigned 
to the other tow guideways . The characteristics of the 
products to be produced in the different tow guideways 
can thus be influenced individually. As a result, it is 
not only possible to produce and process products with 
identical characteristics, as is the case exclusively 
according to the teaching in the DE 43 08 093 Al, but 
also products with different characteristics, which are 
more and more in demand in the marketplace. 
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[0006] For the production of different types of filters, it 

may be useful if the filter tow delivery means supply a 
different filter tow material to each tow guideway. The 
filter tow delivery means normally comprise two or more 
bales from which respectively one filter tow strip is 
pulled. However, they can also comprise only a single 
bale and a down-stream arranged cutting device for 
cutting the material strip pulled from the single bale in 
longitudinal direction into two or more separate filter 
tow strips. 

[0007] Each processing device is normally provided with means 

for flattening, drawing and/or treating the filter tow 
material. According to the invention, separately 

controlled means for flattening, drawing and/or treating 
the filter tow material are provided, relative to each 
tow guideway, for achieving the previously described 
effects. A separately controlled means for drawing 
should therefore be provided for each tow guideway to 
allow the separate drawing of the respective filter tow 
strip in the associated tow guideway. The means for 
drawing the filter tow material are particularly well 
suited for individually influencing the filter tow strips 
in each tow guideway because they directly influence the 
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characteristic features of the produced products, such as 
the density or the pull resistance. 
[0008] It is preferable if means for flattening, drawing 

and/or treating the filter tow material are assigned to 
each tow guideway. The means for flattening, the means 
for drawing and/or the means for treating respectively 
form a single unit, in which they are arranged side-by- 
side in the direction transverse to the movement 
direction of the tow guideways . With this type of 
design, the number of means provided for the flattening, 
for the drawing and/or for the treatment correspond to 
the number of tow guideways, wherein respectively all 
means for flattening form a unit, all means for drawing 
form a unit and/or all means for the treatment form a 
unit . 

[0009] According to a modification of the aforementioned 

embodiment, each means for flattening and/or drawing is 
provided with a pair of rollers positioned on the same 
side and driven by associated drive means. The 
positioning of the rollers on the same side has the 
advantage of allowing easier access, in particular when 
setting up the device or correcting a faulty operation. 
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[00010] According to a different modification of the 
previously-mentioned embodiment, the roller pairs for the 
flattening and/or drawing means, which respective form a 
unit, are positioned coaxially side-by-side, thereby 
resulting in an especially space-saving arrangement. In 
that case, the first roller of the outer roller pair can 
be positioned on a first shaft and the first roller of 
the inner roller pair can be positioned on a first 
tubular shaft through which the first shaft extends. The 
same separate positioning with the aid of a shaft-tubular 
shaft arrangement can also be realized for the second 
rollers of the roller pairs. With this type of 

embodiment, at least the rollers of the inner roller pair 
are accordingly embodied as cylinders. 

[00011] A different preferred embodiment is distinguished in 
that a spray-box arrangement is used as means for 
treating the filter tow material. This spray-box 

arrangement extends at an angle, preferably transverse, 
across the tow guideways and is provided on the wall 
facing the tow guideways with discharge openings assigned 
to the tow guideways for spraying the treatment fluid 
onto the filter tow material. A first separating wall is 
respectively arranged within the spray-box arrangement, 
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at the location between the tow guideways, and a second 
separating wall is respectively arranged on the wall 
facing the tow guideways, so as to prevent the treatment 
material sprayed onto the filter tow material on the 
different tow guideways from coming in contact, in 
particular to avoid accidental wetting caused by 
turbulence . 

[00012] According to a further modification of the 
aforementioned embodiment, the cross section for the 
discharge openings can be changed separately, relative to 
each tow guideway, preferably by using movable 
apportioning plates, so that the filter tow material in 
each tow guideway can be treated individually. In the 
process, either a single discharge opening can be 
provided for each tow guideway, generally in the form of 
a slot, or a plurality of discharge openings can be 
provided, which are usually round in shape. 

[00013] It is useful if the spray-box arrangement operates 
under pressure. Alternatively or additionally, it is 
also conceivable for the spray-box arrangement to contain 
at least one rotating brush, operated by a drive, which 
dispenses the treatment fluid through the discharge 
openings . 
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[00014] Two conical intake fingers, bent twice, can 
furthermore be provided downstream of an apparatus for 
shaping two filter tow strips into two round continuous 
filter tow rods. Respectively one continuous filter tow 
rod is guided through each intake finger to reduce the 
spacing between the filter tow rods and achieve a 
parallel alignment of the filter tow rods. 

[00015] According to a different modification of the 
aforementioned embodiment, the intake fingers can jointly 
be attached to a single holder, which is suspended from a 
parallelogram frame that can be pivoted substantially in 
the direction of the filter tow rods. Both intake 
fingers can thus be pivoted toward the back, preferably 
parallel to a machine wall, in particular for setting up 
the machine or for maintenance and repair purposes. 

[00016] Deflection means can furthermore be provided in 
downstream direction, following the shaping apparatus, 
wherein these preferably comprise at least one deflection 
roller for deflecting the round filter tow rods in any 
optional direction. In a similar manner as the 

previously-mentioned intake fingers, deflection means of 
this type can function to reduce the spacing between the 
filter tow rods. Alternatively or additionally, the 
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deflection means can be arranged at an angle, between the 
device for processing filter tow material and an 
adjoining continuous filter-rod unit. Finally, it is 
possible to arrange tow bales optionally at different 
locations by allowing an intertwining of the tow in the 
drawing zone. 

[00017] A separate removal device can furthermore be provided 
at the end of each tow guideway, which preferably 
comprises a pusher drum or a transfer spider for changing 
the position of the cut filter tow rods from a 
longitudinal axial positioning to a transverse axial 
positioning, relative to the movement direction. The 
arrangement of separate removal devices of this type 
makes it possible to operate different and in particular 
physically separate filter rod units or cigarette 
production machines. To be sure, reference EP 0 682 881 
Bl already teaches the embodiment and arrangement in 
pairs of pusher drums. However, these traditional pusher 
drums are used for transporting cut cigarette rods and 
are connected to additional transfer drums, such that the 
cigarette rods discharged from both pusher drums are 
again combined to form a single flow. 
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[00018] Finally, the invention also relates to a machine for 
producing filters for rod-shaped smoking articles, 
comprising a device of the aforementioned type, as well 
as an apparatus for wrapping the filter tow strips with 
the wrapping material and an adhesive applicator for 
gluing the wrapping material. The adhesive applicator in 
this case can be provided with first means for applying 
slow-curing adhesive, in particular cold glue, and second 
means for applying fast-curing adhesive, in particular 
hot-melt glue. An adhesive applicator embodied in this 
way represents a separate aspect of the invention and can 
also be realized with single-rod systems. An adhesive 
applicator of this type in particular has the advantage 
that the slow-curing adhesive and the fast-curing 
adhesive can be applied simultaneously, wherein the fast- 
curing adhesive initially causes an immediate fixation of 
the wrapping material while the slow-curing adhesive 
results in a permanent bonding. A fast-curing adhesive, 
for example hot-melt glue, has the disadvantageous 
characteristic of losing its adhesive effect after a 
longer period of time. A dual application of slow-curing 
and fast-curing adhesives therefore recommends itself, 
especially for high processing speeds. With low 
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processing speeds on the other hand, in particular for 
the partial-load operation, it is sufficient to activate 
only the first means for applying the slow-curing 
adhesive. 

[00019] Preferred embodiments of the invention are explained 
in further detail in the following, with the aid of the 
enclosed drawings and showing in: 
[00020] Figure 1 A schematic, perspective view from the 

side of a dual-rod machine according to 
the invention; 

[00021] Figure 2 A schematic view from the side of the 

machine shown in Figure 1; 
[00022] Figure 3 A perspective view of a section of the 

machine shown in Figure 1; 
[00023] Figure 4 The coaxial positioning of two rollers, 

shown in a sectional view; 
[00024] Figure 5 An enlarged perspective representation 

of a section of the machine shown in 

Figure 1; 

[00025] Figure 6 A schematic, perspective view of the 

machine in Figure 1, showing the output 
side; 
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[00026] Figure 7 A view from above of the machine in 

Figure 1, showing the output side; and 

[00027] Figure 8 A schematic, sectional view from the 

side of an intake finger and its holder 
which is attached to a parallelogram 
frame . 

[00028] The Figures in part show the complete machine and in 
part only details of a machine according to the invention 
for processing filter tow material for the production of 
filters for rod-shaped smoking articles, in particular 
cigarettes produced with the continuous-rod method, 
wherein the individual Figures for the most part show 
only the components necessary for understanding the 
invention. To provide a better overview, most standard 
machine components are not shown in the Figures, for 
example details of the machine frame, holders, bearings, 
and cladding. 

[00029] The illustrated filter tow processing machine is 
provided with two tow guideways 2 and 3, which guide two 
side-by-side arranged filter tow strips 4 and 6 through 
the machine. For the exemplary embodiment, the filter 
tow strips 4 and 6 are pulled from a filter tow supply 7, 
which contains two side-by-side arranged filter tow bales 
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8 and 9. Alternatively, the filter tow strips 4 and 6 
can conceivably also be stored in a single bale, or a 
wider material strip can be pulled from a single bale and 
can subsequently be cut with a cutting device in 
longitudinal direction into two separate filter tow 
strips . 

[00030] The machine for the exemplary embodiment shown herein 
is provided above the filter tow store 7 with a 
deflection and tow flattening element 10, arranged at the 
upper end of a support arm 12, as well as two side-by- 
side arranged tow guideways 14. First spreader nozzles 
16 are furthermore provided on the deflection and tow 
flattening element 10, which respectively act upon the 
two filter tow strips 4 and 6, so as to flatten each into 
a flat strip. 

[00031] Second spreader nozzles 22 are arranged on a 
schematically shown machine frame 20, wherein the filter 
tow strips 4 and 6 arriving from the deflection and tow 
flattening element 10 are guided past these spreader 
nozzles . 

[00032] A dual-path drawing device 24 follows the second 
spreader nozzles 22. As shown in particular with Figures 
2 and 3, this drawing device 24 comprises first and 
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second braking roller pairs 26, 27 and first and second 
drawing roller pairs 28 and 29, which are arranged 
downstream behind the braking roller pairs 26, 27, as 
well as third and fourth drawing roller pairs 30 and 31, 
which are arranged downstream of the first and second 
drawing roller pairs 28, 29. The first braking roller 
pair 26, the first drawing roller pair 28, and the third 
drawing roller pair 30 are assigned to the first tow 
guideway 2 and the second braking roller pair 27, the 
second drawing roller pair 29, and the fourth drawing 
roller pair 31 are assigned to the second tow guideway 3. 
[00033] The first and second braking roller pairs 26 and 27, 
the first and second drawing roller pairs 28 and 29, as 
well as the third and fourth drawing roller pairs 30 and 
31 are respectively positioned side-by-side and coaxial 
to each other. It should also be pointed out in this 
connection that the drawing roller pairs 28, 29 and 30, 
31 are both positioned on the same side, meaning on a 
vertical back wall 32 of the machine frame 20. As a 
result, they can be accessed easily, in particular for 
setting up a machine or for correcting a faulty 
operation, as shown especially in Figures 1 and 3. 
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[00034] The positioning on the same side of the drawing 
rollers in particular is realized for the embodiment 
shown herein with the aid of a shaft-tubular shaft 
arrangement, shown in Figure 4 with a schematic cross- 
section through the first rollers 28a, 29a of the first 
and second drawing roller pairs 28, 29. Based on this, 
the outer roller 29a is fixedly connected to a shaft 34 
and is arranged coaxial to this shaft. This shaft 34 is 
guided through a tubular shaft 36, is arranged coaxial 
thereto, and is positioned rotating thereon. The tubular 
shaft 36 is flanged immovably to the machine frame. A 
first drive 38 for rotating the shaft 34 and thus also 
the outer roller 29a is furthermore arranged on the 
machine frame. For the exemplary embodiment shown 
herein, the output shaft 38a for the first drive 38 is 
fixedly connected to the shaft 34 and is arranged coaxial 
thereto. The inside-positioned roller 28a surrounds the 
tubular shaft 36 and is arranged coaxial to thereto and 
rotating thereon. In the same way as the outer roller 
29a, the inner roller 28a is driven by a separate drive. 
For the embodiment shown in Figure 4, this is a second 
drive 40, for which the output shaft 40a is connected via 
a toothed gear 42 to the inner roller 28a. The same 
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arrangement is also provided for the third and fourth 
roller pairs 30 and 31. 

[00035] Accordingly, a separate drive is assigned to each of 
the first, second, third and fourth drawing roller pairs 
28, 29, 30 and 31, which can be separately controlled by 
a control device that is not shown herein. The 
characteristics of the two filter tow strips 4 and 6 in 
the two tow guideways 2 and 3 can thus be controlled and 
also adjusted separately, thereby making it possible to 
produce filter rods with different characteristics in the 
two tow guideways 2 and 3. 

[00036] Figures 1 to 3 show that each of the first, second, 
third, and fourth drawing roller pairs 28, 29, 30, and 31 
contains a slender roller with a smaller diameter and a 
larger roller with a larger diameter. In general, the 
slender roller of each drawing roller pair is made of 
steel and is driven separately by the associated drive. 
In contrast, the larger rollers generally are embodied as 
rubber rollers or are provided with a rubber layer on the 
outside. In general, the larger rollers are not provided 
with a drive, but can be adjusted separately in 
transverse direction, relative to their axis of rotation, 
with the aid of control elements that are not shown 
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herein. The separate mounting of the individual larger 
rollers furthermore allows a separate control of the 
contact pressure. 

[00037] The third and fourth drawing roller pairs 30 and 31 
are driven with a higher circumferential speed by the 
separate drives assigned to these rollers than the first 
and second drawing roller pairs 28 and 29. A defined 
drawing of the associated filter tow strip 4 and/or 6 
therefore occurs between the first and third drawing 
roller pairs 28 and 30, as well as between the second and 
fourth drawing roller pairs 29 and 31. As previously 
mentioned and shown in Figure 1, the first and third 
drawing roller pairs 28 and 30 grip the first filter tow 
strip 8 and the second and third drawing roller pair 29 
and 31 grip the second filter tow strip 6, thereby 
allowing an independent drawing of the two filter tow 
strips 4 and 6, as previously mentioned. 

[00038] The same is true for the braking roller pairs 26 and 
27, as mentioned before. The first braking roller pair 
26 is assigned to the first filter tow strip 4 and the 
second braking roller pair 27 is assigned to the second 
filter tow strip 6. The braking roller pairs 26 and 27 
are therefore operated separately by means of separately 
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assigned operating elements, which can be used to 
influence the braking force applied by the braking roller 
pairs 26, 27 onto the filter tow strips 4, 6. The 
operating elements can be electric braking devices which 
are not shown in the Figures and which transfer a braking 
moment onto the braking rollers 26, 27. It is also 
possible to provide electric, hydraulic or pneumatic 
adjustment elements for adjusting at least one roller of 
the two roller pairs 26, 27, in the direction transverse 
to their rotational axis, and thus control the contact 
pressure of the braking rollers. 
[00039] Arranged downstream of the third and fourth drawing 
roller pairs 30, 31 is a means for treating the filter 
tow material with additives, meaning the apparatus 44 for 
applying a liquid plasticizer onto the flattened filter 
tow strips 4, 6. Figures 3 and 5 in particular show that 
the apparatus 44 comprises a spray box 4 6 that extends in 
transverse direction across the tow guideways 2 and 3. 
The top 48 of the spray box 46, which faces the filter 
tow strips 4 and 6, is provided with two adjacent, slot- 
shaped openings 49 and 50, wherein the first opening 49 
is assigned to the first tow guideway 2 and the second 
opening 50 is assigned to the second tow guideway 3. For 
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the exemplary embodiment shown herein, respectively one 
perforated plate 52 is positioned behind the slot-shaped 
openings 49 and 50, thereby allowing the liquid 
plasticizer to exit in upward direction, in the form of 
several jets. 

[00040] At least one cylindrical, rotating brush can be 
arranged on the inside of the spray box 4 6, in a manner 
known per se, which is not shown in further detail and is 
driven by a motor that is also not shown herein. The 
plasticizer is supplied from a plasticizer store, not 
shown herein, with the aid of pumps that are also not 
shown herein, through one or several non-depicted 
openings on the side or the underside of the spray box 
46. 

[00041] For the exemplary embodiment, the amount of dispensed 
plasticizer is controlled in particular by adjusting the 
opening width of the openings 49 and 50. So-called 
metering plates 53 and 54 are provided for this, which 
can be displaced in movement direction of the filter tow 
strips 4, 6 and can optionally open up or close off the 
openings 49, 50. The metering plates 53 and 54 are 
adjusted with the aid of non-depicted control elements, 
which are actuated independently by a control device that 
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is also not shown herein. The opening width of openings 
49, 50 is thus controlled separately. In addition to the 
individual control of the braking roller pairs 26, 27 and 
the drawing roller pairs 28 to 31, this feature 
represents a further option for individually influencing 
and determining the characteristics of the two filter tow 
strips 4 and 6, so that different products can be 
produced from the filter tow strips 4 and 6. 
[00042] Turbulence can develop in the dispensed plasticizer 
because of the movement of the initially drawn and then 
relaxed filter tow strips 4 and 6 across the application 
apparatus 44. This turbulence undesirably influences the 
distribution of the dispensed plasticizer and can lead to 
incorrect wetting. To avoid such incorrect wetting, the 
two openings 49 and 50 are separated by means of a 
separating plate, as shown in particular in Figures 3 and 
5. The separating plate 56 is positioned on the top 48 
of the spray box 46, is aligned perpendicular thereto, 
and extends into the space between the two filter tow 
strips 4 and 6. A centrally positioned separating wall 
is additionally provided on the inside of the spray box 
46, which is not shown in the Figures. This internal 
separating wall divides the inside of the spray box 46 
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into two substantially independent spray chambers. It is 
therefore advantageous if the previously mentioned 
rotating brush is also divided into two brushes, wherein 
each brush is positioned inside one spray chamber and, if 
applicable, is driven and controlled separately. It is 
furthermore advantageous in this connection if two pumps 
are provided, wherein each pump supplies one spray 
chamber with plasticizer. 

[00043] Owing to this separate control for the feeding and 
dispensing of plasticizer, it is furthermore conceivable 
that an untreated, dry filter tow strip is processed by 
completely shutting down the feeding and dispensing of 
plasticizer for one strip while the other filter tow 
strip continues to be treated normally. 

[00044] Figures 1, 2, 3 and 5 in particular show that first 
and second transport roller pairs 60 and 61 are arranged 
downstream of the application apparatus 44, wherein the 
first transport roller pair 60 is assigned to the first 
tow guideway 2 and the second transport roller pair 61 is 
assigned to the second tow guideway 3. The first filter 
tow strip 4 thus moves through the first transport roller 
pair 60 and the second filter tow strip 6 moves through 
the second transport roller pair 61. In the same way as 
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the drawing roller pairs 28, 29 and 30, 31, the transport 
roller pairs 60 and 61 are also driven separately by non- 
depicted drives, which are furthermore controlled 
separately by control means not shown herein. In the 
same way as the drawing roller pairs 28 to 31, the 
transport roller pairs 60, 61 for the exemplary 
embodiment shown herein are positioned on the same side, 
on the rear wall 32 of the machine frame 20. Thus, for 
the embodiment and arrangement, we refer to the section 
of the specification that relates to the drawing roller 
pairs 28 to 31, in connection with Figure 4. 
[00045] The filter tow strips 4 and 6 are diverted by the 
transport roller pairs 60 and 61 to above-positioned 
reshaping rollers 62 and 63, which have a V-shaped 
peripheral cross section for the present embodiment, as 
shown in particular in Figures 3 and 6. The coaxial, 
side-by-side positioned deflection rollers 62 and 63 form 
an arrangement that is positioned on the same side, on 
the rear wall 32 of the machine frame 20. Figures 6 and 
7 in particular show that the heretofore flattened filter 
tow strips 4 and 6 are reshaped into round tow rods 64 
and 66 by the shaping rollers 62 and 63. 
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[00046] The center spacing between the tow guideways 2 and 3 
is determined by the width of the flattened filter tow 
strips 4 and 6 and slightly exceeds the combined widths 
of the filter two strips 4 and 6 . In general , the center 
spacing between both tow guideways 2 and 3 is at least 
approximately 330mm. However, for the further processing 
in a dual-rod machine, the center spacing between the 
round tow rods 64 and 66, following the shaping rollers 
62 and 63, must be reduced to match the center spacing 
for a dual-rod machine, which generally is 38mm. 

[00047] Deflection roller pairs which are not shown herein can 
be provided downstream of the shaping rollers 62, 63, 
wherein these deflection rollers can redirect the round 
tow rods 64, 66 in any optional direction. In the 
process, the tow rods 64, 66 can also be deflected in rod 
movement direction or deflection rollers of this type can 
be used to deflect the tow rods 64, 66 in different 
directions, for example to supply separately erected 
single-rod machines. In addition, such a deflection can 
be used for intertwining or twisting the tow in the 
drawing zone. In view of the optional deflection, it is 
furthermore conceivable to set up the previously 
described processing machine at an angle, relative to the 
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downstream-connected filter rod unit or a cigarette rod 
maker- Finally, it is also conceivable to use such a 
deflection for arranging the filter tow bales 8, 9 at a 
different location, relative to the machine frame 20. 
[00048] A different option for reducing the center spacing 
between the two round tow rods 64, 66 is to provide two 
bent intake fingers 68 and 69, as shown for the exemplary 
embodiment and illustrated in particular in Figures 6 and 
7. The two round tow rods 64, 66 for the depicted 
embodiment travel at a slight angle from the shaping 
rollers 62, 63 in the direction of the intake fingers 68, 
69. Since the deflection rollers 62, 63 deliver a tow 
rod 64, 66 which moves at a slight angle, the intake 
fingers 68, 69 have a bent shape, so that the tow rods 
64, 66 exiting from the fingers are again oriented 
parallel to each other with the required, reduced center 
spacing. Figures 6 and 7 in particular show that the 
intake fingers 68, 69 are hollow and are tapered in 
movement direction of the tow rods 64, 66. The Figures 
furthermore show that the intake fingers 68, 69 are bent 
twice, thereby allowing a particularly soft deflection of 
the tow rods 64, 66. 
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[00049] To facilitate the operation and maintenance, the 
intake fingers 68, 69 should be arranged such that they 
can be pivoted out of the operating position shown in 
Figures 6 and 7. For this, the intake fingers 68, 69 of 
the exemplary embodiment shown are attached to a support 
70, as shown in Figure 8. This support 70 is suspended 
so as to swivel from two parallel arranged pivoting arms 
72, 74, attached to a support element 76, which in turn 
is mounted on the machine frame 20, preferably on its 
rear wall 32 (compare also Figure 1) . The two pivoting 
arms 72, 74 form a parallelogram in that the pivoting 
axis for the first joint, which connects the first 
pivoting arm 72 to the holder 70, is positioned at the 
same distance to the pivoting axis for the second joint, 
which connects the second pivoting arm 74 to the holder 
70, in the same way as the pivoting axis for the third 
joint 79, which connects the first pivoting arm 72 to the 
support element 76, is positioned relative to the fourth 
joint 80 that connects the second pivoting arm 74 to the 
support element 76. The aforementioned pivoting axes for 
the exemplary embodiment shown extend at right angles to 
the movement direction of the tow rods 64, 66. For the 
exemplary embodiment, the holder 70 which holds both 
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intake fingers 68, 69 is thus suspended from a 
parallelogram which can be pivoted in the direction of 
the tow rods. As a result, the two intake fingers 68, 69 
can be pivoted out of the operating position, shown in 
Figures 6 to 8, in the direction counter to the movement 
direction of the tow rods 64, 66 and thus in upstream 
direction as shown with arrow A in Figure 8. 
[00050] The previously described machine is followed 
downstream by a filter rod unit which is not shown in the 
Figures. This filter rod unit among other things is 
provided with an apparatus for wrapping paper around the 
tow rods 64, 66, as well as an adhesive applicator for 
gluing the paper wrapped around the filter rod. The use 
of a slow-curing adhesive, in particular cold glue, or a 
fast-curing adhesive, especially hot-melt glue, is known. 
Owing to the different properties of these adhesives, it 
suggests itself to design the adhesive applicator in such 
a way that both types of adhesive can be applied. The 
advantage of such a measure is that the fast-curing 
adhesive initially causes an immediate fixation of the 
wrapping paper while the slow-curing adhesive causes a 
permanent bonding. One disadvantage of a fast-curing 
adhesive such as hot-melt glue is its characteristic of 
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losing its adhesive effect after some time. The dual 
application of a fast-curing and a slow-curing adhesive 
therefore offers itself, especially with high processing 
speeds. For lower processing speeds, on the other hand, 
the application of a slow-curing adhesive is sufficient, 
in particular for a partial-load operation which can be 
realized especially with the previously described dual- 
rod machine. 

051] Finally, two independent removal devices can be 
provided for transferring the products to two filter 
delivery units on two different cigarette makers. By 
providing separate removal devices of this type, which 
are not shown in the Figures, it is possible to supply 
and operate different and in particular separately 
erected filter rod units or cigarette makers. Removal 
devices of this type preferably comprise a pusher drum or 
a transfer spider. 
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